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METHOD OF MAKING A CIGARETTE
PACKAGE

FIELD OF THE INVENTION

The present invention relates to methods for making
cigarette packages and more particularly to a method of
making a recyclable cigarette package from an aluminum
blank by a progressive drawing operation. The invention
also relates to a recyclable aluminum cigarette package
made by the method of the invention.

BACKGROUND AND SUMMARY OF THE
INVENTION

Cigarette packages perform the functions of containing a
preselected bundle of cigarettes and protecting the cigarettes
from mechanical and environmental damage. In addition, a

package protects the freshness of the cigarettes, which
deteniorates with exposure to air.

Cigarette packages are typically made from paper into the
so-called soft package that tears open on a top panel, and
from paperboard into the so-called hard package that typi-
cally includes an integral reclosable lid. Both types of
package generally include a foil or foil laminate wrapped
around the cigarettes, and an additional sealed plastic film,
typically polypropylene, wrapper around the outside of the
package. The foil wrapper and outer plastic film are included
to maintain the freshness of the packaged cigarettes.

A serious problem with packaging of all kinds is in
disposal. Landfills and other disposal sites are becoming
overwhelmed by packaging materials, and alternatives, such
as reusable or recyclable packaging are being sought. While
theoretically, paper-based cigarette packaging can be
recycled, there are many practical difficulties. For example,
packages typically include paints and inks that may render
the packing material unsuitable for recycling. A more seri-
ous long term difficulty is that paper can be recycled only a
limited number of times before the pulp becomes unusable.

The present invention provides a method of making a
cigarette package from a recyclable material that can be
recycied an indefinite number of times. The present inven-
tion provides a cigarette package having a major portion that
may be recycled after use, rather than discarded as waste.

The present invention, generally, also provides a method
of making a cigarette package that has improved crush
resistance than the conventional paper or paperboard pack-
age. In addition, an aluminum package formed by a drawing
process of the present invention includes two portions, a
body portion and a lid portion that have inherently sealed
edges that help maintain the freshness of the contents.

The present invention provides a method for making a
cigarette package by a drawing operation involving at least
one drawing step, in which a body portion and a lid portion
are independently formed and joined to make the package.

More particularly, the present invention provides a
method for making an aluminum cigarette package by a
drawing process in which a first blank is formed from a sheet
of metal, the first blank is formed into a hollow, substantially
rectanguiar body in a drawing operation, the body having an
open end and an opposed closed bottom panel, and having
a front panel, a rear panel substantially parallel to the front
panel, and opposing, substantially parallel side panels per-
pendicular to both the front panel and the rear panel, a
second blank is formed from a second sheet of metal, the
second blank is then formed into a hollow, substantially
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rectangular lid in a second drawing operation, the lid having
an open end and an opposing closed top and a front, a rear
substantially parallel to the front, and opposing, substan-
tially parallel sides perpendicular to both the front and the
rear, and an edge of the rear panel of the body and an edge
of the rear of the lid at the respective open ends are joined
by a flexible tape, a label, or other means to form a hinge.

The package may be selectively opened and closed by

pivoting the 1id at the hinge for relative movement between
the lid and body.

The package of the present invention is formed so that an
innerframe portion is formed in the body by a press or
embossing operation. The innerframe ensure correct closure
of the lid. When the lid is in a closed position, the lid closes
over the innerframe portion, and friction between the lid and
the innerframe helps to maintain the lid in a closed position.
The innerframe portion also provides a barrier at the seam
between the body and the lid to help protect the contents of
the package. In an alternative embodiment of the invention,
the mnerframe portion is formed from a separate blank in an
independent step and is installed in the container with a
suitable adhesive after the trimming step.

In an alternative embodiment of the present invention, an
aluminum body portion is formed by a drawing process. A
flat, rectangular cap having an access aperture is formed in
an independent stamping or punching operation. The cap is
attached to the body portion at the open end, and a reclosable
seal 18 placed over the cap to close aperture.

BRIEF DESCRIPTION OF THE DRAWING
FIGURES

The present invention can be further understood with
reference to the following description in conjunction with
the appended drawings, wherein like elements are provided
with the same reference numerals. In the drawings:

FIG. 1 1s a perspective view of an alu
the present invention;

FIG. 2 1s a flow diagram of a method of the present
invention for forming an aluminum package;

FIG. 3 1s a schematic view of an aluminum coil sheet and
a formed blank;

FIG. 4 is a top view of a lid of the cigarette package;

F1G. 3 1s a perspective view of an untrimmed lid formed
in a drawing operation;

FIG. 6 is a perspective view of the lid of FIG. 5 after a
trimnuing step;

inum package of

FIG. 7 is a perspective view of a body of a cigarette
package formed in a draw operation;

FIG. 8 is a perspective view of a body of a cigarette
package having an innerframe member;

FIG. 9 is a perspective view of an innerframe member of
a cigarette package;

FIG. 10 1s a perspective view of an alternative embodi-
ment of a body portion of a cigarette package;

FIG. 11 is a schematic of an operation for assembling the
lid and body into a package;

FIG. 12 1s a schematic of a step for applying a wrapping
to the assembled package of FIG. 11;

FIG. 13 1s a perspective view of a package having an outer
wrapper;

FIG. 14 1s a perspective view of an alternative embodi-
ment of the package of the present invention; and
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FIG. 15 is a perspective view illustrating an assembly
method for the package of FIG. 14.

DETAILED DESCRIPTION OF PREFERRED
| EMBODIMENTS

FIG. 1 1s a perspective view of a flip-top cigarette package
10 of the present invention. The package 10 is similar to the

so-called flip-top box cigarette package known in the art, -

and includes a substantially rectangular body portion 12 and
a substantially rectangular lid portion 14. The body portion
12 includes a front panel 20, a left side panel 22, a right side
panel 24, a rear panel 26 and a bottom panel 28. The lid
portion 14 includes a front 30, a left side 32, a right side 34,
a rear 36 and a top 38. The lid rear 36 is attached to the body
rear panel 26 at a hinge line 16. The hinge 16 allows the lid
14 to be pivoted in a single motion so that the lid front 30
moves away from the body front panel 20, thus opening the
package 10.

The package 10 of the present invention is formed of a
thin, malleable sheet material, preferably a metal, such as
aluminum. Aluminum offers an advantage of forming a
sturdy package that resists deformation to protect the con-
tents of the package, and the additional advantage that it may
be recycled for reuse of the material, thus reducing solid
waste disposal. In addition, aluminum is suitable to be
formed into the body 12 and lid portions 14 of the package
by the process of the present invention. Moreover, a drawn
aluminum package has no joined seams, except a seam
between the lid and body, and aluminum is impervious to
moisture and air penetration. The package of the present
invention can optionally eliminate the inner foil liner of
conventional paper and paperboard packages, saving mate-
rial.

FIG. 2 is a flow diagram of a progressive draw method for
forming a flip-top aluminum package. FIG. 2 illustrates two
parallel operation branches, a first branch A for forming the
lid portion 14, and a second branch B for forming the body
portion 12 of FIG. 1. The branches A and B converge in a
third branch C for assembly of the lid 14 and body 12 into
a completed package 10. The steps of branch A and branch
B need not be performed simultaneously, but the branches A

and B must provide a sufficient number of bodies and lids for
use in the branch C assembly steps.

The lid 14 1s formed in the branch A by a first step of
unwinding a coil of aluminum sheet stock and feeding the
sheet into a lubricating unit. The lubricating unit lubricates
the sheet for the later drawing steps. A blank of aluminum
material is cut from the lubricated sheet material. FIG. 3 is
an 1llustration of the sheet material 40 and a blank 42 cut
from the sheet. The blank 42 is elliptical in shape to
accommodate the lid’s flat, rectangular top 38 that is longer,
and requires more material, from side to side than from front
to back, and minimize the amount of waste material left after
forming the lid.

The blank is then moved to a forming press, where a
progressive drawing operation forms the lid 14. A first
drawing step forms a shallow cup that is somewhat wider
and longer than the completed lid 14. At least a second
drawing step is employed to narrow and shape the shallow
cup of the first operation, and deepen the front, sides and rear
of the cup into the appropriate size for the lid 14. FIG. 4 is
a top view of a lid formed by the present method. As shown,
the lid is formed with rounded corners where the front 30,
left side 32, right side 34 and rear 36 meet. In contrast,
paperboard packages, which are formed by creasing and
folding, have relatively sharp corners.
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As 18 known in the art, a drawing operation results in
“earing” of the open edges of the stock material, which must
be removed for the finished piece. The unfinished lid 44
resulting from the drawing operation is shown in FIG. 5. The

unfinished lid 44 has ragged open edges 46 that result from
the drawing operation. |

The unfinished lid 44 is next finished to remove the
ragged edges 46. In an embodiment of the method illustrated
in FIG. 6, the ragged edges 46 are trimmed so that the front
30 is longer from the top 38 to the open end 35 than is the
rear 36. The left 32 and right 34 sides are trimmed to have
a trapezoidal shape so that the upper left edge 62 and the
upper right edge 64 form a continuous edge with the
trimmed front edge 60 and rear edge 66 of the lid 14. An
opening 35 defined by the trimmed edges lies in a plane
oblique to the top panel 38. The trimmed edges 60, 62, 64,
and 66 are also rounded and smoothed to remove any
sharpness or buirs.

The trimmed lid 14 is next washed in a washing step to
remove the drawing lubricant and to clean the lid inside for
containing the cigarettes, and outside for the proper adhe-
sion of labels and wrapping. The cleaning step is performed
using a chemical wash, and may alternatively employ deter-
gents or soap and water as 1s known in the art.

The washed lid 14 is then moved to an accumulator that
collects prepared lids and modulates the flow of lids to the
assembly branch C.

In branch B, the steps for forming the body portion 12 of
the package 10 are performed. A coil of aluminum sheet

material 1s first unwound and fed to a lubricator station. The
sheet 18 lubricated at the lubricator station for the subsequent
drawing operations. An elliptically shaped blank is cut from
the sheet for forming into the body 12. The blank 42
illustrated in FIG. 3 shows the shape of the blank for the
body 12, although it is understood that the blank for the body
18 larger than the blank for the lid 14. The blank is elliptical
in shape to allow sufficient material for the formation of the

rectangular bottom 28 and corners where the front 20, sides,
22, 24 and rear panel 26 meet.

The blank is fed to a forming station where the blank is
drawn into a shallow cup, and then in progressive drawing
steps 18 deepened and shaped into the hollow rectangular
shape of the body 12. The fully drawn cup has rounded
corners where the front 20, left side panel 22, right side
panel 24 and rear panel 26 meet. The fully drawn cup has
eared edges similar to those illustrated in FIG. 5. The edges
of the fully drawn cup are finished in a next step. In a first
embodiment of the invention, the edges of the fully drawn
cup are trimmed as illustrated in FIG. 7. The body formed
by this trimming step has a front panel 20, a left panel 22,
and a right panel 24 all having substantially the same length
from the bottom 28 of the body to the open end 25. The rear
panel 26 is trimmed shorter than the other panels to accom-
modate the lid 14 and hinge 16 in the assembly steps,
described below. The front panel 20 has a cut-out portion 21
at the open edge. The cut-out portion 21 provides access to
cigarettes packed in the completed package, as is known in
the packaging art.

The body 12 is formed with rounded corners between the
panels, and the view of the lid 12 in FIG. 4 illustrates the
appearance of the formed body 12.

The trimmed body 20 is washed in a washing step to
remove lubricant, clean the body interior for packaging of
cigarettes, and clean the exterior for good adherence of
labels and wrapping. The washing step may be by a chemical

wash process or by detergent and water or other suitable
means.
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The washed body 20 is then moved to an innerframe
forming station where an upper portion 18 of the front panel
20, left panel 22 and right panel 24 are creased and recessed
toward the interior of the body to form an innerframe
portion, as illustrated in FIG. 8. The crease 72 of the left
panel 22 and the crease 74 of the right panel 24 are formed
to cooperate and align with the left edge 62 and right edge
64 of the Iid 14, shown in FIG. 6. As shown, the top edge 76
of the rear panel 26 aligns with the creased edges 72 and 74
of the left and right panels, respectively. The rear panel 26
1s not creased or formed for the innerframe. The top edge 76
of the rear panel 26 is joined in a subsequent step with the

open edge of the lid rear 36 to form the hinge 16 for the
package 10.

The innerirame portion 18 provides structural stiffness to
the body 20. The innerframe portion 18 also cooperates with
the lid 14, which is closed over the innerframe portion, to
hold the lid 1n a closed position, illustrated in FIG. 1.

In an alternative embodiment of the present method, a
separate inner framemember 50, illustrated in FIG. 9, is
formed in an additional operation branch D. To form the
innerframe 30, a coil of aluminum sheet material is first
unwound, and an innerframe member 50 is cut from the
sheet and shaped in suitable pressing operation as shown.
The 1nnerframe member 50 has a front flap 52, aleft side flap
34 and a right side flap 56. The front flap 52 includes a
cut-out portion 58 as described above for access to the
finished package, and a lower flap 59 to provide stiffness to
the innerframe. In the finishing step of this alternative
embodiment, the panels of the fully drawn cup are trimmed
as shown in FIG. 10. The front panel 20' is trimmed to be
shorter from the bottom 28' to the open edge 70, than the
back panel 26'. The left side edge 72' and the right side edge

74’ are trimmed to complement the left edge 62 and right
edge 64 of the 1id 14.

The body 12' is next washed to remove the drawing
lubricant and to prepare the body for packaging of cigarettes,
as described previously. After washing, the innerframe 50 is
inserted and attached in the body 12' using a suitable
adhesive or other appropriate means so that the innerframe
partially extends from the open end 25' of the body. The
assembled innerframe 50 and body 12' then appear as the
body 12 in FIG. 8.

The bodies 12 or 12' are then moved to an accumulator

that collects the prepared bodies and modulates the flow of
bodies to the assembly branch C.

In branch C, the prepared lid 14 and body 12 (or 12") from
each of the accumulating steps of branches A and B are
assembled to form the package 10. The assembly operation
1s lustrated schematically in FIG. 11. The lid 14 is placed
over the mnerframe 18 of the body 12 so that the edges of
the front panel, side panels and rear panel of the body 12
abut the edges of the front, sides and rear of the lid 14,
respectively. A flexible adhesive tape 90 is placed on the rear
panel 26 of the body 12 and rear 36 of the lid 14, and
overlapped onto the top 38 of the lid and bottom 28 of the
body. The tape 90 is a flexible strip of paper or plastic
material that holds the rear panel 26 of the body 12 in
abutment with the lid rear 36. The tape 90 allows the 1id 14
to pivot away from the body 12 at the hinge 16 formed where
the rear 36 and rear panel 26 abut. The tape 90 is sized to
cover the entire rear area of the package 10 and top 38 and
pottom 28 to serve as a label to carry brand identification or
other information about the contents of the package 10.
Alternatively, the tape may be a narrow strip sufficient to
fasten the rear 36 and rear panel 26 together.
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The assembled packages 10 are inserted in a sleeve 96 of
heat-shrink plastic material, as illustrated in FIG. 12. Alter-

natively, a sleeve or other exterior wrapping may be applied
to the assembled package by adhesive or another suitable
means. The sleeve 96 is then heated sufficiently to shrink the
siceve 96 to fit tightly on the package 10. The heating step
1s performed with a conventional heat source, such as heat
lamps. FIG. 13 illustrates a package and shrink wrap assem-
bly 100. The heat-shrink wrap 96 can be provided with
labelling, packaging design, coloration, or printed informa-
tion as indicated by the cross-hatching in FIG. 12. The
interior surface 98 of the heat-shrink wrap that contacts the
package 10 may optionally be provided with adhesive to
secure 1t to the package and prevent removal or movement
of the wrap after it is applied.

The assembled and wrapped packages 100 are accumu-
lated for use by cigarette packaging apparatus. To package
cigarettes in this wrapped package 100, a slitter cuts the
wrap at the edge 102 between the front panel 20 and front
30 and between the respective left sides 22, 32 and right
sides 24, 34. The package 100 may then be opened and a
bundle of cigarettes inserted as i1s known in the art. The
package 100 with cigarettes is then closed and sealed with
a strip of tape 104 or other suitable material on the slit edge.

An alternative embodiment of a drawn aluminum ciga-
rette package 120 of the present invention is shown in FIG.
14. The package 120 comprises a body portion 122 and a cap
portion 124. Closure means 126 is fastened to the cap
portion 124 to cover the cap.

FIG. 15 1s an exploded view of the package 120. The body
portion 122 is a hollow, substantially rectangular body
having a front panel 130, and a rear panel 132, the rear panel
being substantially parallel to the front panel. Opposing side
panels, a left panel 134 and a right panel 136 are mutually
parallel and perpendicular to the front 130 and rear 132

panels. A closed end 138 of the body 122 lies opposite the
open end 135.

The body 122 is formed in a method similar to the method
described above in connection with FIG. 2. A blank is

formed from a lubricated sheet of aluminum material, and by
a progressive draw operation a cup is formed. The body 122
formed 1n this operation has rounded comers between the
panels 130, 132, 134 and 136, as is illustrated in FIG. 4 for
the lid 14. In a trimming step, the body 122 is trimmed so
that the front panel 130, rear panel 132, left panel 134 and
right panel have substantially the same length from the
closed end 138 to the open end 135. The body 122 is formed
to have a length sufficient for containing cigarettes of a
selected length. The upper edges 140, 142, 144, and 146,
respectively of the panels 130, 132, 134, and 136 are shaped
for fastening to the cap 124, as further described below.

The cap 124 1s a substantially flat, rectangular plate. The
cap 124 has an aperture 150 in at least a comner area, as
shown in FIG. 15. The aperture 150 provide access to
cigarettes that are contained in a completed package. The
cap is press formed from a blank of aluminum sheet material
to the rectangular shape shown, and to provide the aperture
150. The edges 152, 154, 156 and 158 of the cap 124 are
shaped for fastening with the edges 140, 142, 144 and 146
of the body 122. It is understood that the cap 124 is fastened

to the body 122 after a bundle of cigarettes is packaged in
the body.

FI1G. 14 shows the cap 124 fastened to the body 122. The
resealable closure means 126 is attached to the cap 124 to
cover at least the aperture 150 (not visible in this view). In
the embodiment shown, the closure means 126 covers the
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entire cap 124 to provide an aesthetically pleasing appear-
ance. A tab 128 on the closure means 126 provides gripping
means for selectively opening the closure means. The tab
128 is pulled away from the cap 124 to uncover the aperture
150. The closure means 126 is a thin tape of flexible
material, such as foil, plastic or metallized plastic. An
adhesive backing is applied to the closure means 126 for
fastening the closure means to the cap 124. The adhesive is
of the type that allows the selective release and re-fastening
of the closure means 124 to the cap, for re-closing the
package 120 to maintain {reshness of the cigarettes.

The package 120, having a bundle of cigarettes inserted,
and the cap 124 and closure means 126 attached may also be
wrapped in a shrink-wrapper, or other exterior wrapper, as
described above in connection with FIG. 12 and FIG. 13.

The foregoing has described the preferred principles,
embodiments and modes of operation of the present inven-
tion; however, the invention should not be construed as
limited to the particular embodiments discussed. Instead, the
above-described embodiments should be regarded as illus-
trative rather than restrictive, and it should be appreciated
that vanations, changes and equivalents may be made by
others without departing from the scope of the present
invention as defined by the following claims.

What is claimed is:

1. A method of making a metal package, comprising the
steps of:

forming a first blank from a sheet of metal;

drawing the first blank into a hollow, substantially rect-
angular body, the body having an open end and an
opposed closed bottom panel, and having a front panel,
a rear panel substantially parallel to the front panel, and
opposing, substantially parallel side panels perpendicu-
lar to both the front panel and the rear panel, corners
where the front panel, side panels and rear panels meet
being rounded;

forming a second blank from a second sheet of metal:

drawing the second blank into a hollow, substantially
rectangular lid, the lid having an open end and an
opposing closed top and a front, a rear substantially
parallel to the front, and opposing, substantially parallel
sides perpendicular to both the front and the rear,
comners where the front, sides and rear meet being
rounded;

joining an edge of the rear panel of the body and an edge
of the rear of the lid at the respective open ends to form
a hinge; and
prior to joining the body and lid, trimming the front and
rear panels of the body so that a portion of the front
panel 1s removed to leave a cut-out portion at an open
edge, shaping the rear panel to be shorter than the front
panel from the bottom panel to the open end, trimming
the side panels to be substantially trapezoidal shaped,
and recessing a portion of the front and side panels
adjacent to the open end toward an interior of the body
to form an innerframe portion adjacent to the open end.
2. The method as claimed in claim 1, further comprising
the steps of finishing the front, rear and side panels at the
open end of the body so that the front panel, rear panel and
side panels define a substantially rectangular opening at the
open end and finishing the front, rear and sides of the lid at
the open end so that the front, rear and sides form a
substantially rectangular opening at the open end.
3. The method as claimed in claim 2, wherein the finishing
step includes trimming open edges of the front, rear and side

panels, and trimming open edges of the front, rear and sides
of the lid.
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4. The method as claimed in claim 1, further comprising
the step of forming the first and second blanks to be elliptical
in shape.

5. The method as claimed in claim 1, further comprising
the steps, prior to joining the body and the lid, of:

forming a third blank from a sheet of metal;

forming the blank into an innerframe member, the inner-
frame member having a front flap, a left side flap and
a right side flap, the front flap including a cut-out
portion, and a lower flap; and,

attaching the innerframe member inside the body at the
open end so that a predetermined portion of the inner-
frame extends from the open end.

6. The method as claimed in claim 1, wherein the rear
panel of the body and the rear of the lid are joined by a
flexible adhesive-backed tape to form the hinge.

7. The method as claimed in claim 1, wherein the rear

panel of the body and the rear of the lid are joined by a label
adhered to at least the rear panel and rear of the lid.

8. The method as claimed in claim 1, further comprising
the steps of cutting the first blank from a sheet of aluminum
and lubricating the first blank before the drawing operation
for forming the body.

9. The method as claimed in claim 1, further comprising
the steps of cutting the second blank from a sheet of
alumnum and lubricating the second blank before the
drawing operation for forming the lid.

- 10. The method as claimed in claim 1, further comprising
the step of washing the body and lid prior to the joining step.

11. The method as claimed in claim 1, wherein the
drawing operations form rounded corners on the body and
lid.

12. The method as claimed in claim 1, further comprising
inserting the package into a sleeve of shrink-wrap tubing and
heating to shrink the wrapping to fit onto the package.

13. The method as claimed in claim 12, further compris-
ing providing an adhesive to the sleeve before inserting the
package for securing the sleeve to the package.

14. A method of making a metal package, comprising the
steps of:

forming a first blank from a sheet of metal;

drawing the first blank into a hollow, substantially rect-
angular body, the body having an open end and an
opposed closed bottom panel, and having a front panel,
a rear panel substantially parallel to the front panel, and
opposing, substantially parallel side panels perpendicu-
lar to both the front panel and the rear panel, corners

where the front panel, side panels and rear panels meet
being rounded;

forming a second blank from a second sheet of metal:

drawing the second blank into a hollow, substantially
rectangular lid, the lid having an open end and an
opposing closed top and a front, a rear substantially
parallel to the front, and opposing, substantially parallel
sides perpendicular to both the front and the rear,
corners where the front, sides and rear meet being
rounded;

joining an edge of the rear panel of the body and an edge
of the rear of the lid at the respective open ends to form
a hinge; and
wherein the rear panel of the body and the rear of the lid
are joined by a flexible adhesive-backed tape to form
that hinge.
15. The method as claimed in claim 14, further compris-
ing the steps of finishing the front, rear and side panels at the
open end of the body so that the front panel, rear panel and
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side panels define a substantially rectangular opening at the
open end and fimshing the front, rear and sides of the lid at
the open end so that the front, rear and sides form a
substantially rectangular opening at the open end.

16. The method as claimed in claim 15, wherein the
finishing step includes trimming open edges of the front, rear
and side panels, and trimming open edges of the front, rear
and sides of the lid.

17. The method as claimed in claim 14, further compris-
ing the step of forming the first and second blanks to be
elliptical in shape.

18. The method as claimed in claim 14, further compris-
ing the steps, prior to joining the body and the lid, of:

forming a third blank from a sheet of metal;

forming the blank into an innerframe member, the inner-
frame member having a front fiap, a left side flap and
a right side flap, the front flap including a cut-out
portion, and a lower flap; and,

attaching the innerframe member inside the body at the
open end so that a predetermined portion of the inner-
frame extends from the open end.

19. The method as claimed in claim 14, further compris-
ing the steps of cutting the first blank from a sheet of
aluminum and lubricating the first blank before the drawing
operation for forming the body.

20. The method as claimed in claim 14, further compris-
ing the steps of cutting the second blank from a sheet of
aluminum and lubricating the second blank before the
drawing operation for forming the lid.

2]1. The method as claimed in claim 14, further compris-
ing the step of washing the body and lid prior to the joining
step.

22. The method as claimed in claim 14, wherein the
drawing operations form rounded corners on the body and
lid.

23. The method as claimed in claim 14, further compris-
ing inserting the package into a sleeve of shrink-wrap tubing
and heating to shrink the wrapping to fit onto the package.

24. The method as claimed in claim 23, further compris-
ing providing an adhesive to the sleeve before inserting the
package for securing the sleeve to the package.

25. A method of making a metal package, comprising the
steps of:

forming a first blank from a sheet of metal;

drawing the first blank into a hollow, substantially rect-
angular body, the body having an open end and an
opposed closed bottom panel, and having a front panel,
a rear panel substantially parallel to the front panel, and
opposing, substantially parallel side panels perpendicu-
lar to both the front panel and the rear panel, corners

where the front panel, side panels and rear panels meet
being rounded;

forming a second blank from a second sheet of metal;

drawing the second blank into a hollow, substantially
rectangular lid, the lid having an open end and an

opposing closed top and a front, a rear substantially
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parallel to the front, and opposing, substantially parallel
sides perpendicular to both the front and the rear,
corners where the front, sides and rear meet being
rounded; and

joiming an edge of the rear panel of the body and an edge
of the rear of the lid at the respective open ends to form
a hinge; and

wherein the rear panel of the body and the rear of the lid
are joined by a label adhered to at least the rear panel
and rear of the lid.

26. The method as claimed in claim 25, further compris-
1ing the steps of finishing the front, rear and side panels at the
open end of the body so that the front panel, rear panel and
side panels define a substantially rectangular opening at the
open end and finishing the front, rear and sides of the lid at
the open end so that the front, rear and sides form a
substantially rectangular opening at the open end.

27. The method as claimed in claim 26, wherein the
finishing step includes trimming open edges of the front, rear
and side panels, and trimming open edges of the front, rear
and sides of the lid.

28. The method as claimed in claim 25, further compris-
ing the step of forming the first and second blanks to be
elliptical in shape.

29. The method as claimed in claim 25, further compris-
ing the steps, prior to joining the body and the lid, of:

forming a third blank from a sheet of metal;

forming the blank into an innerframe member, the inner-
frame member having a front flap, a left side flap and

a right side flap, the front flap including a cut-out
portion, and a lower flap; and,

attaching the innerframe member inside the body at the
open end so that a predetermined portion of the inner-
frame extends from the open end.

30. The method as claimed in claim 25, further compris-
ing the steps of cutting the first blank from a sheet of
aluminum and lubricating the first blank before the drawing
operation for forming the body.

31. The method as claimed in claim 25, further compris-
ing the steps of cutting the second blank from a sheet of
aluminum and lubricating the second blank before the
drawing operation for forming the lid.

32. The method as claimed in claim 28, further compris-
ing the step of washing the body and lid prior to the joining
step.

33. The method as claimed in claim 25, wherein the
drawing operations form rounded corners on the body and
lid.

34. The method as claimed in claim 25, further compris-
Ing inserting the package into a sleeve of shrink-wrap tubing
and heating to shrink the wrapping to fit onto the package.

35. The method as claimed in claim 34, further compris-
ing providing an adhesive to the sleeve before inserting the
package for securing the sleeve to the package.
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